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From: Howanitz, Jason

To: Hofmeister, Art

Subject: FW: U. S. Steel EAF Start Up Plans

Date: Wednesday, December 9, 2020 1:44:53 PM
Attachments: 20201013164227049.pdf

2020-1012 USS FFW CAM Plan final .pdf
Scrap Management PPP OCT 12.pdf
EAF Bag Leak detection - OCT 13.pdf

Plans per the permit requirement.
Thanks

Jason Howanitz, MSCE, PE

Senior Air Pollution Control Engineer
Air and Radiation Protection Division
205-930-1284
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United States Steel Corporation
U. 8. Steel Tubular Products, Inc.
5700 Valley Road

Fairfield, AL 35064

October 13,2020

Mr. Jason Howanitz

Director, Environmental Health Services
Jefferson County Health Department
1400 Sixth Avenue South

Birmingham, Alabama 35233

RE:  United States Steel Corporation ~ Fairfield Works
U, S. Steel Seamless Tubular Operations, LLC - Fairfield Works
Title V Permit No. 4-07-0371-08

Dear Mr. Howanitz:

As required in the above referenced permit number and Jefferson County Department of Health
requirements, U, S, Steel Seamless Tubular Operations, LLC ~ Fairfield Works is providing the
attached documents prior to start up. The documents include:

s Site Specific Monitoring Plan for the Bag Leak Detection System per
40 CFR 60.273a(e)(4)
e Scrap Metals Pollution Prevention Plan per 40 CFR Part 63 YYYYY

» Compliance Assurance Monitoring (CAM) Plan per 40 CEFR Parts
YYYYY, 63 and 64

1. 8. Steel intends to begin test operations and hot commissioning on October 13, 2020, Pending
the outcome of the test heats and commissioning, limited operations will continue through
December 2020, Full eperational status will be dependent on market condifions,

U. S. Steel appreciates your review of this application. If you have any questions or comiments
about the information presented in this letter, please do not hesitate to call me at (205) 783-
2500.

Sincerely,

Ul fanel Cn Sne

Richard G. Saut
Environmental Coordinator

Attachments
cc: Chris Hardin, U, S. Steel
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Pittsburgh Office
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1. BACKGROUND

This Compliance Assurance Monitoring (CAM) Plan has been developed to comply with the applicable
requirements of 40 CFR Part 64 for the new Electric Arc Furnace (EAF) at U. S. Steel’s Fairfield Works
facility. The requirement to monitor the EAF capture system and associated particulate control device
(baghouse) in accordance with 40 CFR Part 64 is under the authority of 40 CFR Part 63, Subpart YYYYY
§63.10686(e). In order to meet the applicable requirements of §64.4 as referenced in Subpart YYYYY, this
CAM Plan includes the following information:

» The indicators to be monitored to satisfy §64.3(a)(1) — (2);

» The ranges or designated conditions for such indicators, or the process by which indicator ranges or
designated conditions shall be established;

» The performance criteria for the monitoring to satisfy §64.3(b);! and

» Justification for the proposed elements of the monitoring.

This CAM Plan outlines the monitoring procedures/practices utilized to ensure proper operation of the EAF
emission capture and control system.

! Note that the requirements of §64.4(a)(4) do not apply since U. S. Steel will not employ CEMS, COMS, or PEMS monitoring
on this source.
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2. OVERVIEW OF CAM REQUIREMENTS

The emission unit in question is an Electric Arc Furnace with a water-cooled Direct-shell Evacuation Control
(DEC) system comprised of ducting and a canopy hood which are all connected to a 1,200,000 SCFM
negative pressure baghouse.

2.1 Applicable Requirements

The EAF at Fairfield Works is subject to air quality standards under the following regulatory programs:

New Source Performance Standards (NSPS) — 40 CFR 60 Subpart AAa

National Emission Standards for Hazardous Air Pollutants (NESHAP) — 40 CFR 63 Subpart YYYYY
Compliance Assurance Monitoring (CAM) — 40 CFR 64

Jefferson County Department of Health (JCDH) Air Pollution Rules & Regulations — 18.2.3

Major Source Title V Operating Permit No. 06-41-09-0010 — Emission Unit No. 012

A\ A A A

2.2 Emission Limits

The EAF (Emissions Unit No. 012) uses a fabric filter baghouse to control particulate emissions and opacity
to meet various source-specific emission limits as listed in the applicable major source operating permit.
Specifically, Emission Unit No. 012 must meet the following limitations:

» Particulate Matter from the baghouse exhaust = < 0.0052 gr/DSCF
» Opacity from the baghouse exhaust = < 3%
» Opacity from the EAF Melt Shop building = < 6%

2.3 Monitoring Requirements

The EAF and associated capture/control system is subject to the following monitoring requirements:

1. Daily visible emissions observations of opacity from the baghouse exhaust using a certified observer in
accordance with EPA Method 9 [§60.273a(c)]

2. Installation and continuous operation of a Bag Leak Detection System (BLDS) [§60.273a(c)]

3. Daily visible emissions observations of opacity from the Melt Shop (when the furnace is melting/refining)
using a certified observer in accordance with EPA Method 9 [§60.273a(d)]

4. Monitoring and recording of control system fan motor amperes and damper positions on a once-per shift
basis [§60.274a(b) & (c)]

5. Inspections of operational status of all equipment important to the performance of the total
capture/control system (e.g., sensors, dampers, switches, etc.) on a monthly basis [§60.274a(d)]

U. S. Steel FFW / EAF CAM Plan
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3. CAM APPROACH

3.1 General Criteria

Key elements of the monitoring approach for the EAF at Fairfield Works include recording the baghouse fan
motor amperes and the baghouse fan damper positions once per shift; the continuous operation of a bag
leak detection system (BLDS), daily opacity readings of the EAF Baghouse discharge and Melt Shop; and
performing monthly operational status inspections of the equipment that is important to the performance of
the total capture system.

Damper position control actuators and recorders are positioned with the baghouse fan dampers. Fan amp
meters record the amperes of each baghouse fan motor. A bag leak detection system is operated to detect
broken bags or leaks within the baghouse. Monthly visual inspections of the baghouse and associated
components are completed according to standard work practices and scheduling system.

Monitoring activities, including fan motor amperes and fan damper position readings, the bag leak detection
system, daily visual observations of the baghouse exhaust and the Melt Shop, and maintenance inspections
are designed to identify potential problems with the EAF Baghouse as soon as possible. These activities will
reasonably ensure proper working order of the baghouse control device and minimize times of non-
conformance.

The daily visual observations of the baghouse exhaust and the Melt Shop are based on U.S. EPA Reference
Method 9 requirements. If opacities from the baghouse discharge are observed to exceed 3% on a six-
minute average, an inspection and corrective action will be performed if necessary. Opacity from the Melt
Shop shall not exceed 6% and shall be determined as the arithmetic average of 24 consecutive 15-second
observations. Monthly inspections of the EAF Baghouse and preventive maintenance activities are designed
to identify and correct problems.

3.2 Performance Criteria

Continuous operations of the bag leak detection system, once-per shift recording of the fan damper
positions, and fan motor amps will help to ensure that the capture system is operating effectively. Daily
visual observations of the baghouse and Melt Shop will help to ensure proper function of the baghouse
control device. Monthly maintenance inspections of the baghouse will assure that the unit is in good working
order. The key elements to the EAF CAM Plan are summarized in Section 5.

The initial parametric monitoring parameters (fan amps & damper positions) were determined per
manufacturer recommendations and based on the EAF design. The parametric monitoring parameters will
be evaluated during hot-commissioning and initial operations of the EAF system. Any parametric monitoring
parameters that may need to be revised, will be revised during the initial performance test which is required
180 days after startup or within 60 days of maximum production. An updated plan will be submitted if any
of the parametric monitoring values in Table 5.1 need to be revised.

U. S. Steel FFW / EAF CAM Plan
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4. CAM JUSTIFICATION

4.1 Selection of Performance Indicators

Visual emissions opacity observations were selected as a performance indicator because they are indicative
of good operation and maintenance of the baghouse in a manner that helps ensure compliance with the
particulate emission standards. The indicators selected align with the applicable requirements of NSPS
Subpart AAa. When the baghouse is operating optimally, there will be little or no visible emissions from the
exhaust or from the Melt Shop building. In general, an increase in visible emissions is an appropriate
indicator of reduced performance of the dust capture/collection system (e.g., DEC, ductwork, canopy)
and/or baghouse (e.g., loose or torn bags). Therefore, visible emissions are an appropriate performance
indicator for ensuring compliance with the opacity standard and the particulate emissions limits. The bag
leak detection system provides an early warning of a bag leak or tear such that any maintenance can be
performed before a leak can be detected from the stack with visible observation.

4.2 Selection of Indicator Ranges

The permit opacity standard is 3% (six-minute average) at the baghouse exhaust stack and is the Subpart

AAa standard for particulate matter. Occurrences of measurable opacity observed over some period of time
from the EAF Baghouse discharge stack are generally associated with broken, loose, or leaking bags. When
an operating problem is detected during preventive maintenance inspections, the problem is recorded and

corrective action is initiated.

The permit opacity standard for the Melt Shop (due solely to the operations of the EAF) is 6% opacity
determined as the arithmetic average of 24 consecutive 15-second opacity observations taken in accordance
with Method 9 as specified in Subpart AAa. Shop opacity shall be recorded for any point(s) where visible
emissions are observed. Where it is possible to determine that a number of visible emission sites relate to
only one incident of visible emissions, only one observation of shop opacity will be required. In this case, the
shop opacity observations must be made for the site of highest opacity that directly relates to the cause (or
location) of visible emissions observed during a single incident.
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5. SUMMARY TABLES

Table 5-1. EAF Baghouse Monitoring Approach

Performance Monitoring Approach Frequency Indicator Range Justification
Indicator
1 | Visual M9 observations of Daily Detectable opacity at the NSPS AAa
Observations | baghouse exhaust for (3) stack NESHAP YYYYY
(Baghouse) 6-minute periods
2 | Visual M9 observations of Melt Daily Detectable opacity at any NSPS AAa
Observations | Shop for 24 consecutive point NESHAP YYYYY
(Melt Shop) 15-second periods
3 | BLDS System designed to detect | Continuous | The indicator range will be | NSPS AAa
particulate at 0.00044 set during commissioning
gr/acf or less, with of the unit and/or initial
continuous output performance testing as per
recording, and equipped manufacturer’s
with alarm system recommended procedures
and in accordance with 40
CFR 60.273a as part of the
site-specific monitoring
plan
4 | Fan Motor Checking and recording of | Once per 40 amps to 300 amps NSPS AAa
Amps the baghouse fan motor Shift dependent on operation
amperes phase
5 | Damper Checking and recording of | Once per See Table 5-2 NSPS AAa
Position damper positions Shift
6 | Inspection & | Visual inspections of total Monthly Detectable deficiencies NSPS AAa
Preventative | capture system equipment (holes in ductwork, flow
Maintenance | (sensors, dampers, restrictions, fan erosion,
switches, etc.) etc.)
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Table 5-2 Damper Positions Table!-?

Process Canopy Hood Damper | Pressure Control
Position (+/- 5%) Damper (+/- 5%)

Charging 75% 65%

Charging End 75% 10 - 15%

Melt Phase 1 55% 40%

Melt Phase 2 55% 50%

Melt Phase 3 55% 56%

Tapping 55% 65%

DeSlagging 85% 10-15%

1 - The values in the table may be adjusted during hot-commissioning and initial operations of the EAF

system to appropriately control emissions from the EAF operations. The plans will be updated accordingly.
2 — initial manufacturer recommendations
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APPENDIX A. REVISION HISTORY

Table A-1. CAM Plan Revision History

Version Date of Description of Revisions Revised
No. Revision By
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@ U. S. Steel

FAIRFIELD TUBULAR
STEEL OPERATIONS (FTSO)
SCRAP METALS POLLUTION

PREVENTION PLAN







Pollution Prevention Plan for the Control of Contaminants in Scrap Under the
Area Source Rule for Electric Arc Furnace (EAF) Steelmaking Facilities

EPA has identified EAF facilities as potential sources of HAP emissions and, on
December 28, 2007, promulgated final regulations (codified at 40 CFR Part 63 YYYYY)
intended to control or minimize such emissions.

The regulations require EAF facilities, among other things, to restrict the use of certain
scrap or follow a pollution prevention plan (PPP) for scrap purchased as production
feedstock to minimize the amount of specified contaminants in such scrap. U. S. Steel
FTSO has elected to follow the PPP option.

U. S. Steel FTSO will comply with the provisions of this PPP designed to control the
presence of contaminants in scrap that is consumed in the EAF. Included in this plan
are:

1. A specification for scrap that addresses contaminants identified by the EPA
2. Procedures for verifying compliance with the specification
3. Procedures for taking corrective action for specification non-compliance

4. Information to demonstrate how U. S. Steel FTSO will implement its
responsibilities under the EPA-approved National Vehicle Mercury Switch
Recovery Program (NVMSRP) or other EPA-approved program.

This PPP must be approved by Jefferson County Department of Health (JCHD) or a
delegated authority. A copy of the plan and supporting documentation must remain
onsite for a period of three years.

The terms used in this PPP have the same definitions as those in EPA’s Final Area
Source Rule found at 40 CFR Part 63 Subpart YYYYY. As outlined in the final rule, the
term “mercury switch” denotes only mercury switches that are part of a convenience
light switch mechanism installed in a vehicle.

|. General Scrap Specifications:

The following restrictions apply to all scrap steel purchased or used by U. S. Steel
FTSO in its EAF steelmaking process:

A. Scrap materials must be depleted to the extent practicable of undrained used
oil filters, chlorinated plastics, and free organic liquids at the time of charging to
the furnace.







B. Lead-containing components of scrap, such as batteries, battery cables, and
wheel weights, must be removed, to the extent practicable, prior to charging in
the furnace unless the scrap is used to produce leaded steel.

C. Scrap must be purchased from providers that have minimized the presence of
mercury in scrap through participation in the NVMSRP or another EPA-approved
program.

U. S. FTSO Scrap specifications are detailed in our Fairfield Works Scrap Policy and
Procedure. A copy is attached to this document.

Il. Verification of Compliance with Specifications
A. Free Organic Liquids, Chlorinated Plastics, Lead-Containing Components:

1. Visual Inspection: U. S. Steel FTSO facilities conduct a visual inspection of
incoming scrap loads, except for those subject to section I1.5. of this plan, to
ensure that the scrap meets existing quality and/or purchase order specifications
for grade, type, density, and content. Scrap inspection will determine whether
there is an obvious presence of free organic liquids, chlorinated plastics, or lead-
containing components. Records of scrap inspections will be maintained on site
for one year. Scrap inspection records shall include the identity of the scrap
provider for any load that fails visual inspection. Foreign materials will be
removed to the extent practicable prior to charging to the furnace, and corrective
action taken.

2. Inspection for Free Organic Liquids: Turnings, borings, and other forms of
scrap that were generated as a result of the processing of metal with use of
cutting, lubricating or cooling fluids will be visually inspected prior to charging to
the furnace to ensure that such scrap does not contain free organic liquids.
Materials containing free liquids from offsite sources will be rejected

3. Depletion of Lead and Chlorinated Plastics from Shredded Scrap: Scrap that
has been processed through a shredder that utilizes magnetic or density
separation techniques to separate ferrous and non ferrous materials will be
presumed to be scrap depleted of chlorinated plastics and lead to the extent
practicable.

4. Inspections: U. S. Steel FTSO shall identify any scrap provider whose scrap
(except as described in Paragraph 5 below) is not subject to inspection pursuant
to this plan. U. S. Steel FTSO shall audit or inspect the facilities from which such
uninspected scrap is provided on a periodic basis at a rate of not less than 10-
25% of such facilities each year.







5. Unrestricted Scrap: Certain types of scrap, including “factory bundles,”
“‘demolition debris,” “home scrap,” “return scrap”, “rail,” and “flashings,” as
defined by common industry practice, as well as similar uncontaminated scrap,
are not expected to contain free organic liquids, chlorinated plastics, or lead and
will be presumed to be free of these contaminants. This scrap is not subject to
the inspection and verification requirements of this plan.

6. Exempt Materials: Baghouse Bags, Internal Process and Maintenance
Materials: Baghouse bags and baghouse maintenance materials that are
routinely recycled by charging to the electric arc furnace, including personal
protective equipment (PPE) and baghouse dust, are exempt from this PPP and
not subject to the inspection and verification requirements of this plan.

B. Mercury

1. U. S. Steel FTSO shall ensure that motor vehicle scrap providers are participating in
the National Vehicle Switch Recovery Program (NVMSRP) by conducting a semi-annual
review of the End of Life Vehicle Solutions (ELVS) database to confirm that the motor
vehicle scrap provider is enlisted as a participating member.

a. U. S. Steel FTSO may not be able to confirm that some motor vehicle scrap
providers, such as Brokers, are enlisted as a participating member in the
NVMSRP through the ELVS database. In these cases U. S. Steel FTSO will
confirm that the broker is participating in the NVMSRP or another EPA-approved
program by obtaining written assurance from the broker that any motor vehicle
scrap provided was procured from other suppliers who are participating in the
NVMSRP or another EPA-approved program;

b. This confirmation will occur on a semi-annual basis.

2. U. S. Steel FTSO will conduct a semi-annual review the ELVS database to
corroborate that the participant is implementing appropriate steps to minimize the
presence of mercury in scrap from end-of-life vehicles by turning in mercury
switches.

a. Some motor vehicle scrap providers participating in the NVMSRP or another
EPA-approved program may not be able to demonstrate turning in mercury
switches because they refuse to accept motor vehicle scrap that contains
mercury switches. Examples would be a broker who purchases motor vehicle
scrap from program participants, or a shredder that accepts only flattened
vehicles from which the mercury switches already have been removed to the
extent practicable prior to delivery to the shredder. For these motor vehicle scrap
providers, U. S. Steel FTSO will obtain written assurances on a semi-annual
basis from the provider or obtain other means of corroboration to verify that the
participant is implementing appropriate steps to minimize the presence of
mercury in the scrap from end-of-life vehicles







3. If a motor vehicle scrap provider does not participate in or demonstrate through
written assurance that it purchases motor vehicle scrap through NVMSRP or another
EPA-approved program for the removal of mercury switches, U. S. Steel FTSO shall not
purchase motor vehicle scrap until the provider is subject to an EPA-approved facility-
specific program for the removal of mercury switches.

Motor vehicle scrap venders may be subject to an annual records and site audit by the
U. S. Steel FTSO scrap broker. The audit collects data on NVMSRP reporting, general
yard management and compliance to U. S. Steel FTSO scrap specifications. Audit
records are maintained for three years.

lll. Corrective Action
A. Lead, Chlorinated Plastics, Free Organic Liquids

1. If, during inspection of scrap pursuant to Part II(A) above, U. S. Steel FTSO
determines that the scrap provider has not met the specifications in part I, the scrap
provider will be subject to corrective action.

a. A nonconforming scrap load will be rejected unless contaminants causing the
failure can be removed to the extent practicable. The vendor may ship
Unrestricted Scrap so long as it adheres to the provisions outlined in Part ll(a)(5).

b. After a failure to meet the scrap specifications in Part |, the scrap provider
must sign a statement acknowledging the requirements of the scrap
specifications and provide either certification or another comparable form of
reasonable assurance that the scrap specifications will be met in the future.

c. If the vendor continues to fail to meet the scrap specifications, U. S. Steel
FTSO will consult with the scrap provider on the cause or reasons why the scrap
loads are nonconforming and will inform the scrap provider that it may be
suspended for a period of 30 days if the problem is not resolved.

B. Mercury

1. If, U. S. Steel FTSO reasonably believes, either as a result of inspection, site visits to
a scrap yard, or review of the ELVS database or by other means, that a scrap supplier
is not taking appropriate steps to minimize the presence of mercury switches in scrap
from end-of-life vehicles, the facility will require the scrap broker to suspend scrap metal
purchases from the identified scrap provider. Purchases will remain suspended until the
scrap provider can be reconfirmed to be in general compliance with the requirements of
NVMSRP.







C. Broker Purchased Scrap

For purposes of Section Ill A and B, if the nonconforming scrap is purchased through a
broker, U. S. Steel FTSO will require the broker to provide written assurances that the
broker implemented corrective action as set forth in Section Il of this plan with respect
to the supplier of such non-conforming scrap.

IV. Program Policies, Implementation Elements, and Training

U. S. Steel FTSO has prepared this Scrap Metals PPP to aid in establishing the
requirements for metallic scrap supplies and to document the plan and procedures for
limiting the amount of chlorinated plastics, lead and free organic liquids that are charged
to the electric arc furnace.

The Plan also informs scrap suppliers of the standards and specifications for acceptable
metallic scrap quality. In addition, a list of unacceptable materials is provided. Supplier’s
efforts in applying these standards to every load of raw materials are expected,
required, and will be monitored.

U. S. Steel FTSO will operate according to the plan as submitted during the review and
approval process by Jefferson County Department of Health (JCDH), operate according
to the approved plan at all times after approval, and address any deficiency identified by
the JCDH within 60 days following disapproval of a plan. FTSO may request approval to
revise the plan and may operate according to the revised plan unless and until the
revision is disapproved JCDH. FTSO will keep a copy of the plan onsite, and provide
training on the plan's requirements to all plant personnel with materials acquisition or
inspection duties.

The U. S. Steel FTSO will also begin collecting Scrap Vender audits from the
outsourced scrap buyer. The scrap vender audit copies will be maintained on file for
three years.









SITE SPECIFIC MONITORING PLAN for the BAG LEAK DETECTION

SYSTEM
REVISION DATE: 10-13-2020

EAF Bag Leak Detection Setup, Operation and Maintenance
A Scope:

The EAF Baghouse utilizes two Auburn TRIBO.dsp U3400HART bag leak
detection systems which directly sense the motion of dry solids within the
baghouse system. This system is configured for baghouse broken bag (or
cartridge) failure detection and early dust collector leak detection and is certified
by Auburn to be capable of detecting particulate matter emissions at
concentrations of 0.0044 grains per actual cubic foot or less. Auburns
certification is on-file at FTSO’s Environmental Department.

The EAF baghouse consists of two 14 compartment baghouses (Baghouse A and
Baghouse B). One Auburn TRIBO.dsp U3400HART leak detector is installed in
each baghouse.

B. References:

e Fairfield's Works' Major Source Operating Permit 4-707-0371-08.

e Jefferson County Board of Health Air Pollution Control Rules and
Regulations.

e 40 CFR 60.273a(e)(4)

e Subpart YYYYY of 40 CFR 63

e Jefferson County Department of Health (JCDH) Malfunction Report Form.

C. Responsibilities:

1. Maintenance Personnel responsible for monitoring and maintaining the
Bag Leak Detection System must notify the Environmental Department
after commencement of a baghouse leak detection alarm and initiate the
Malfunction Procedure in J below.

2. EAF/LMF Shift Leaders who observe and acknowledge an EAF
baghouse leak detection alarm on the HMI screen must notify the
appropriate Maintenance Personnel so that the Malfunction Procedure in J
below can be initiated and also must notify the Environmental
Department.

3. The Environmental Department representative is responsible for
examining the Malfunction Procedure information to determine if a
"malfunction” has occurred. If a "malfunction™ has occurred, then the
Environmental Department will notify JCDH within 24 hours of receiving
notice from plant personnel.

D. Installation of the bag leak detection system 60.273a(e)(4)(i)
The Integral TRIBO.dsp U3400HART is housed in a water-tight cast aluminum NEMA
4X enclosure with the sensor assembly projecting from the back of the enclosure. These
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SITE SPECIFIC MONITORING PLAN for the BAG LEAK DETECTION

SYSTEM
REVISION DATE: 10-13-2020

will be installed in the clean gas outlets of baghouse “A” and “B” in order to detect an
undesired amount of elevated dust. The systems will be accessible for maintenance,
positioned to avoid excessive vibration, and properly insulated to prevent detection of
stray electric fields.

E. Initial and periodic adjustment of the bag leak detection system 60.273a(e)(4)(ii)
Auburn Systems will be on-site during initial setup to baseload the BLDS by collecting
output data for several days after installation. The BLDS will then be adjusted for proper
scaling and may be customized for additional functionality during the commissioning
process, which could last up to 30-operational days. The leak detection system may need
to be adjusted due to conditions including but not limited to change out of filter bags,
signal drift or equipment upgrade.

F. Alarming of the bag leak detection system 60.273a(e)(4)(ii)
If an alarm is detected, it can be assumed that one or more bags within a compartment of
the respective baghouse might be broken until an inspection is completed and root cause
determined. An alarm will be displayed via a pop-up on the HMI screen informing the
EAF operator about a possible broken bag within a particulate chamber. The operator can
give the order to change the broken bag filter, if necessary, or determine if the alarm can
be alleviated by isolating the chamber that is in alarm.

G. Operation of the bag leak detection system 60.273a(e)(4)(iii)
1. Detection Sequence: During the EAF operations ,the broken bag detection sequence
is started by deactivating one compartment after the next (approximately 10 second
duration per compartment) by closing the corresponding disc valves.

2. Quality Assurance: Quality Assurance is a critical element of keeping the system
functioning properly. The following will be implemented:

a) Sensor Inspection and Cleaning — this is anticipated to be done on a quarterly
basis to remove build-up of bacterial that may collect on the probe or
insulator. Based on the first inspections the frequency will be evaluated to see
if quarterly is appropriate.

b) Drift checks and response tests should also be completed on a quarterly basis.
The checks will be completed based on manufacturer recommendations.

c) Annually the system should be calibrated.

H. Bag leak detection system Maintenance 60.273a(e)(4)(iv)

1. The sensor probe and insulator will be checked periodically to determine if, and at
what intervals, cleaning may be required. The periods of sensor probe and insulator
checks will be determined as the system initially is operated and will be dependent on
the amount of dust levels and frequency of dust levels that contact the probes. In
addition, the sensor will be checked after a major filter break or other major process
upset. The sensor will be cleaned with a clean, dry rag in order to remove any
excessive buildup of particulate or presence of wet materials, condensed liquids, or
other conductive materials.

2. The BLDS will perform automatic probe contamination checks that will indicate that
a probe requires maintenance and/or cleaning.
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3. Select spare parts will be maintained and kept on hand with the EAF/LMF
Maintenance Department following the commissioning phase. Spare parts include
U3400HART Top Printed Circuit Board (PCB), U3400HART Bottom PCB, Intrinsic
Safe Barrier, 3400 Field Kit, and Coaxial Cable.

Display and Recording Bag Leak detection system output 60.273a(e)(4)(Vv)

USS utilizes a Plant Information (PI) system that will display the current Bag Leak
Detection System value and record the data in the PI data historian. The Bag Leak
Detection System value will also be displayed on the HMI screen in the EAF operator’s
pulpit where an alarm will ‘pop-up’ if a leak is detected.

Malfunction Procedure:
1. In the event that an alarm is detected with the EAF baghouse leak detection
system equipment, Maintenance Personnel will:

a. Initiate procedures to determine cause of the alarm within 1 hour

b. Alleviate alarm within 3 hours by taking corrective actions.

c. If root cause of the alarm cannot be corrected within 3 hours, then EAF
operations will be shut down until corrective measures are complete, or the
compartment will be isolated from operations, unless one of the following is
the cause of the alarm and more than 3 hours is needed to alleviate the alarm:

Bag leak detection system component malfunction, with dP
measurements still operational and operating in appropriate range.
Malfunctioning probe or other equipment that a replacement is not
readily available, or the replacement unit was not functional with dP
measurement still operational and operating in appropriate range.
False alarms caused by high humidity conditions.

d. Correctlve actions may include but are not limited to:

Vi.

Inspecting the baghouse for air leaks, torn or broken bags or filter
media, or any other condition that may cause an increase in particulate
emissions;

Sealing off defective bags or filter media;

Replacing defective bags or filter media or otherwise repairing the
control device;

Sealing off a defective baghouse compartment;

Cleaning the bag leak detection system probe or otherwise repairing
the bag leak detection system; and

Shutting down the process producing the particulate emissions.

e. All required records of an alarm must be recorded. They include at a
minimum:

i.
ii.
iii.
iv.
V.
Vi.

Date and time of the bag leak detection system alarm
The time the procedure to determine the cause of the alarm was
initiated and if it was within 1 hour
The cause of the alarm
An explanation of the actions taken including if a bag leak detection
system adjustment was made
The date and time the cause of the alarm was alleviated
And if the alarm was alleviated within 3 hours.
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Either the Maintenance Personnel or EAF/LMF Shift Leader (or their
designee) will notify the Environmental Department as soon as practicable but
no later than the end of their shift.

Environmental Department should be contacted by phone, email, or fax
at the information below:
¢ Richard Saut: Ext- 4105, Mobile- (205) 213-5181, Fax- 2797,
or Email- rgsaut@uss.com
e Jason Parham: Ext- 2500, Fax 2797, or Email-
jparham@uss.com

Once the situation has been corrected, the person or department that
made the initial notification shall re-notify Environmental Department
as soon as practicable that the malfunction has been corrected (no later
than the end of their shift) and provide the alarm records as defined in
J.1.e above.

The Environmental Department will examine the information and
determine if a malfunction has occurred. If a malfunction has occurred,
notification will be made to JCDH within 24 hours of receiving
notification. Initial notification can be a phone call or by sending a
"malfunction report" using the JCDH form by email or a letter on
company letterhead.

If the breakdown has not been corrected before sending malfunction
notification to JCDH, they must be notified again when the breakdown has
been fixed.

A. Record Keeping

Authorization

Current plans and superseded plans must be kept for the life of the affected
source. All other information necessary to demonstrate compliance with each
plan requirement must be kept for at least 5 years. System records will include

System Output
System adjustments
Alarms and associated corrective actions

Environmental Coordinator:
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Report of Bag Leak Detection System Alarm

DATEREPORTED | | | [ | [ | Time Reported R
REPORTED BY TITLE ENV. ENG.
COMPANY U.S. STEEL PERMITNUMBER |4 |70 [7 [o[3 [7 | [1 |08 |
PROBLEM
Reported by to Environmental Dept
DATE OF Bag Leak TIME OF
Detection System Alarm Bag Leak Detection
System Alarm

Time the procedure to determine cause of alarm:
Within 1-hour of alarm: (Y/N)
Notification of Return to Normal Operations

DATE Alarm Alleviated TIME
Alarm Alleviated

Was the alarm alleviated within 3 hours: (Y/N)

TITLE
REPORTED BY

Cause of the alarm and explanation of actions taken, including any system adjustment:

(p) Malfunction means any unanticipated and unavoidable
failure of air pollution control equipment or process or of a
process to operate in a normal or usual manner. Failures that
are caused entirely or in part by poor design, poor
maintenance, careless operation, or any other preventable
upset condition or preventable equipment breakdown shall
not be considered malfunctions. A malfunction exists only
for the minimum time necessary to implement corrective
measures.
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